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" srtiele for an’estimated’ 3,4 A 2
- count for special control’ specimens within the lot o td attriion due to

- The ”mﬂ ction .iie., all stainless steel brared: ls, greatly
| he sxlsting cepacity. et
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e will reqizim. evproxinately 260 btrazed panels for our
3235 sQuare feet. The nuzbers indicated do not ac-

rejections, The nupbar of brezed panele o be campleted per .mbnth will range
from the 260 to approximately 520 per month, sgain excluding those which would

y'be-rcquirad far sttrition and Leat temperature survey samples (control samples)_.

An sd41tional furpace of the type that we recommend will ‘give us & capacity of

2.
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Wuhla to the B-58 are the grime motives for requesting a new furnace for our

250 brazed panels per momth. The e:isting furnace nov on hand, used on the
B-58 progrer,‘has a maximum capacity of 250 brazed panels per month, Therefaore,
this furnace has the capacity to taie care of the B-58 production program up to
the rete of 3.8 B-58's per month. . ‘ :

The processing, ueing the new type usterinls and bondirg alloys, exceeds
the existing temperature range of thi p~esent furnace in temperatures,

The existing brazing furnace 48 tuncd to a production B-58 ogram anxl 28 such
was procured many'years ago to take care of the conditions that were known at
that particular time in the brazing :taic of" art sclence, Our article pushes
this state of the art in that the terperatures of our brazed penels must be bl
to take increased temperatures. as such, the normal cycle which is aeccamplishedg
at 1650° needs to be increseed to = iwo-stage capgeity. The first stage wit.,
immroved brazfng elloy emd 15-7 material iwill require 1800-1900° temperatures,
and the next stage ¢ 8 new brazing alloy witn the nickel based materials » 3uch
as Hene L) » Vi1l require 1900 to 2000°° temperatures, The exilsting furnace rcar-
not be “steamed up” to take care of e tigher tempereture ranges due to the
limits of existing design on the mresent furnace,

The new brazing furnsce ghould heve ;e cepacity not only of b'razing but alac
'ghe capacity for heat trasting and ecing these new materials, This rocessing

. al80.exceeds Dresent ‘capssity of botl: tegperature. and. the acceleration of

temperative.

B ie also preferred to have this furnece a vertical type dve to the thin

sections having high slemderness ratios of 20 to 1, reducing the warpage and
‘reducing the cost by eliminating heat treat fixtures. '

m, two critical fagtors: The lack of capacity and the ney frocessing not

1 be other substantiel bonefits duch as assuring schedule delivery,
the flexibility in being able to do heat treating as well as brazing
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THIS DOCUMENT REQUIRES SPEC AL HANDLING

HANDLING PROCEDURES

THIS DOCUMENT CONTAINS INFORMATION REGARDING A HIGHLY CLASSTIFIED
ACTIVITY. PERMISSION TO TRANSFER CUSTODY, OR PERMIT ACCESS TO
THIS DOCUMENT MUST BE OBTAINED FROM THE ORIGINATOR. HAND CARRY
PROCEDURES WILL BE APPLIED TO ANY INTER-CFFICE OR INTRA-AGENCY
MOVEMENT OF THIS DOCUMENT.
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